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ATTACHMENT CONNECTION, AND
METHOD OF CONNECTING A
THIN-WALLED HOSE LINE TO A
CARBON-CONTAINING ATTACHMENT PART

BACKGROUND

The present invention relates to an attachment connection
for thin-walled hose lines with a carbon-containing attach-
ment part of a carbon-containing iron alloy with a carbon
component C>0.5%, in particular, made from cast iron.

Furthermore, the present invention relates to a method for
connecting a thin-walled hose line to a carbon-containing
attachment part, of a carbon-containing iron alloy with a
carbon component C>0.5%, in particular, made from cast
iron.

In particular, in the case of exhaust-gas systems for motor
vehicles with internal combustion engines, it is known to
screw hose line parts of the exhaust gas system, in particular,
in the form of metal bellows, through the use of V-clamps onto
attachment parts of the exhaust-gas system made from car-
bon-containing materials, such as cast iron or the like. Alter-
natively, plug-in connections or FEY-ring connections can be
used in this region. The known attachment parts can involve,
in particular, exhaust manifolds.

Such known solutions have clear disadvantages especially
with respect to ever higher sealing requirements (up to pres-
sures of 10 bar), such that leaks are often produced in the
region of the attachment connection.

In addition, the known attachment connections require a
relatively large installation space in the axial direction, which
has a disadvantageous effect on the flexibility to be achieved
in the hose line to be used. In particular, if this is formed as a
bellows, then the installation space required for the attach-
ment connection limits the number of possible bellows cor-
rugations at the top. Associated with this are relatively high
wear and a correspondingly short service life of the known
attachment connections.

From WO 2005/026600 A1, a metal tube and a method for
its production are known, in which a metal shaft tube together
with a surrounding braid are material connected via radial
welding with a connection part, wherein the connection part
as well as the shaft tube and the metal braiding are produced
in stainless steel.

SUMMARY

The invention is based on the objective of providing an
attachment connection of the type noted above, as well as a
connection method of the type noted above, which distin-
guish themselves through increased tightness and reduced
installation space. In addition, the wear should be reduced
and the service life should be increased accordingly.

The invention meets this objective through an attachment
connection and method as provided.

According to the invention, an attachment connection for
thin-walled hose lines with a carbon-containing attachment
part of a carbon-containing iron alloy with a carbon compo-
nent C>0.5%, in particular, made from cast iron, is charac-
terized in that the hose line is fixed by welding to the attach-
ment part.

Furthermore, a method according to the invention for con-
necting a thin-walled hose line with a carbon-containing
attachment part of a carbon-containing iron alloy with a car-
bon component C>0.5%, in particular, made from cast iron, is
characterized in that the hose line is fixed by welding, in
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particular, laser or electron-beam welding, to the attachment
part with a material-bonded connection.

According to one aspect of the present invention, the
attachment of the thin-walled hose line to the relatively stron-
ger carbon-containing attachment part is realized by a weld
connection, in order to produce an especially gas-tight con-
nection. In this way, the present invention overcomes a very
common prejudice according to which the welding of a rela-
tively stronger carbon-containing iron alloy with a carbon
component C>0.5%, in particular cast iron, with a thin-walled
hose line is considered unsuitable for economical viewpoints
due to embrittlement in the melting range. Instead, by over-
coming the mentioned prejudice, the present invention pro-
duces a significantly reduced installation space in the axial
direction for the created attachment connection, which is also
distinguished by its economical manufacturability.

Here, in the scope of the present description, the term
“thin-walled hose line” means that a wall thickness of the
hose line in the weld region equals at most 1.5 mm.

In order to counteract hardening and embrittlement of the
material in the weld region, a preferred refinement of the
attachment connection according to the invention provides
that the weld part, that is, the hose line, has a relatively high
nickel content. In the case of refinements of the invention, this
lies in the range of at least 10%, advantageously at 25% to
30% and at most advantageously at 72% to 75%.

As the welding method for binding the hose line to the
attachment part—as already mentioned—in particular, laser
or electron beam welding methods can be used. In particular,
in the case of constructions of the invention in which, conse-
quently, the hose line material has only a relatively low nickel
content, nickel-containing additives can be used in the weld
region, for example, in the form of a ring arranged between
the hose line and attachment part or in the form of films,
wires, or powder, advantageously from a material with the
relatively high nickel content described above, optionally
from the same material as the hose line. The mentioned ring
advantageously has a thickness from 0.1 to 1.0 mm, at most
advantageously 0.3 to 0.5 mm.

The martensite formation that regularly occurs when weld-
ing carbon-containing material and that leads to undesired
material embrittlement can be reduced in a refinement of the
present invention by a suitable selection of the process param-
eters for the welding. Thus, for example, it can be provided
that energy is introduced into the weld region such that a bond
cross section of the weld connection between the hose line
and attachment part equals at least 50%, advantageously 70%
to 80%, or even past 100% of the wall thickness of the hose
line in the weld region. In other words: in the scope of the
named constructions of the present invention, it is provided
that the weld seam has a relatively wide and flat construction,
so that a relatively large ratio of bond cross section to wall
thickness of the hose line is produced in the weld region. In
addition to the relatively large bond cross section, this has the
result that a relatively large amount of nickel-containing
material of the hose line is fused and only a relatively small
amount of carbon-containing material of the attachment part,
wherein the already mentioned embrittlement can be reduced
by the martensite formation.

Alternatively, the weld seam can also be generated in the
course of deep welding at a corresponding pulse intensity,
wherein, however, only a relatively small amount of nickel-
containing material of the hose line is fused in a rather dis-
advantageous way and due to the relatively small bond cross
section in the contact region different than for the previously
explained variant, only a relatively small amount of material
mixture is realized.
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In particular, in order to obtain the required small gap width
of a maximum 50 pm in the joint region, in the course of a
refinement of the method according to the invention it can be
provided that the parts to be welded are riveted before the
welding. The regions to be connected should be cleaned in
each case.

As already mentioned, the regions to be connected of the
hose line of the attachment part must be essentially gap-free.
For this purpose, a different refinement of the attachment
connection according to the invention is provided such that, in
this region, a self-locking pressing of the parts to be con-
nected is achieved such that the hose line and/or the attach-
ment part in an overlapping region of these two components
has a joint surface that is inclined relative to the joint surface
of the other component, so that the joint surfaces are not
parallel to each other.

The solution according to the invention or their respective
refinements ensure that the number of interfaces in the overall
system of an exhaust-gas system is reduced, which leads to a
reduction of leakage losses accordingly.

Due to the fact that the installation space available for the
hose line is increased in the case of an unchanged overall
installation space, the service life of the hose line can be
optimized.

Through the reduction achieved according to the invention
in the number of individual parts to be used for the attachment
connection, it also results in a reduction with regards to pro-
duction costs and assembly complexity.

DETAILED DESCRIPTION OF THE DRAWINGS

Additional properties and advantages of the present inven-
tion are given from the following description of embodiments
with reference to the drawing. Shown are:

FIG. 1 a construction of the attachment connection accord-
ing to the invention, shown in a longitudinal view, partially in
cross-section,

FIG. 2 a detail enlargement of the weld seam in FIG. 1, and

FIG. 3 another construction of the attachment connection
according to the invention, in a longitudinal view, partially in
cross-section.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENTS

FIG. 1 shows an attachment connection 1 for a thin-walled
hose line 2 in the form of a metallic ring-corrugated hose or
bellows with a cast part 3, presently a manifold for the
exhaust-gas system of a motor vehicle, which is produced
from cast iron and which has a carbon content C>0.5%. The
hose line 2 and the cast part 3 are connected to each other or
fixed one on the other with a material bond through welding
in the region of a peripheral weld seam 4.

As someone skilled in the art can see, the present invention
is not limited to the constructions of the hose line 2 and the
cast part 3 named presently as examples, but instead can be
used anywhere a relatively thin-walled hose line 2 is to be
connected to a carbon-containing attachment part 3, in par-
ticular, a gas-tight way.

FIG. 2 shows a detailed view of the weld connection 4
according to FIG. 1. Here, the weld connection 4 is shown
with cross-hatching in FIG. 2. The same reference symbols
designate elements that have the same construction or effect
in FIG. 1 and FIG. 2.

As can be taken from FIG. 2, a wall thickness of the hose
line 2 in the weld region equals, for example, d<1.5 mm.
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The metallic material ofthe hose line 2 advantageously has
a nickel content of at least 10%, in order to counteract
embrittlement in the weld region. After welding, the cast part
3 and the hose line 2 are connected by an (average) cross
section b by at bond region B. In order to guarantee a durable
weld connection between the hose line 2 and attachment part
3, the ratio b/d in the course of preferred constructions of the
present invention equals at least 0.5 and can increase up to
values >1. The relatively flat construction of the weld con-
nection 4 shown in FIG. 2, that is, a low penetration of the
melt zone into the material of the attachment part 3 contrib-
utes to the prevention of material embrittlement, in particular,
of the material of the attachment part 3, in the weld region.
Such embrittlement is also counteracted by a relatively high
nickel content of the hose line material. For this purpose, in
the scope of the present invention it can be provided that an
additional nickel-containing material, in particular, in a ring,
film, wire, or powder form, is introduced into the weld region
or especially into the contact region of the hose line and
attachment part 3 before the hose line 2 is pushed onto the
attachment part 3 in the bond region B, which, however, is not
shown explicitly in FIG. 2.

In contrast, FIG. 3 shows an additional construction of the
attachment connection according to the invention in which an
intermediate ring 5 made from a relatively strong, nickel-
containing material is provided between the hose line 2 and
attachment part 3, wherein this material can correspond to
that of the hose line 2.

In addition, the hose line 2 and the attachment part 3 can be
riveted together before the welding, which is likewise not
shown explicitly in FIG. 2.

Deviating from the type of weld connection shown in FIG.
2 between the hose line 2 and attachment part 3, the bonding
of'the hose line 2 of an attachment part 3 can also be realized
by deep welding, which, however, possibly results in a
reduced bond cross section b associated with amplified melt-
ing of the carbon-containing material of the attachment part 3.

Although each joint face of the hose line 2 of the attach-
ment part 3 is shown in parallel in FIG. 2, for the attachment
connection 1 it can also be alternatively provided that one of
the mentioned joint surfaces (that are not designated explic-
itly in FIG. 2) is inclined relative to the other joint surface.

For connecting the hose line 2 to the attachment part 3, in
the scope of the present invention, advantageously known
laser or electron-beam welding methods are used, which is
shown schematically in FIG. 2 (reference symbols X and ¢',
respectively).

In this way, an especially gas-tight connection of the hose
line 2 to the attachment part 3 can be achieved, wherein, in
addition to favorable production costs, this connection distin-
guishes itself also primarily through its small installation
space that allows, for example, for the construction of the
hose line 2 as a bellows (cf. FIG. 1 and FIG. 3), an increase in
the number of bellows corrugations and thus an increase in
the flexibility for the same installation space, which contrib-
utes to an increase in the service life of the arrangement.

The invention claimed is:

1. Attachment connection (1) comprising a thin-walled
hose line (2) abutting and welded to a cast iron exhaust
manifold (3) with a carbon component C >0.5% and a weld
connection (4) is provided between the hose line (2) and the
exhaust manifold (3) wherein a bond cross section (b) of the
weld connection (4) between the hose line (2) and the exhaust
manifold (3) equals at least 50% of a wall thickness (d) of the
hose line (2) in a weld region and wherein the wall thickness
(d) of the hose line (2) equals 1.5 mm or less in a weld region
of'the weld connection, wherein the hose line is a metallic ring
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corrugated hose or bellows, and wherein the hose line is
formed of a material that has a nickel content of at least 10%.

2. Attachment connection (1) according to claim 1,
wherein the bond cross section (b) equals at least 80% of the
wall thickness (d) of the hose line (2) in the weld region. 5

3. Attachment connection (1) according to claim 1,
wherein the bond cross section (b) corresponds to at least the
wall thickness (d) of the hose line (2) in the weld region.

4. Attachment connection (1) according to claim 1,
wherein the weld connection (4) between the hose line (2)and 10
attachment part (3) is produced through laser welding or
electron welding.

5. Attachment connection (1) according to claim 1,
wherein the weld connection (4) between the hose line (2) and
exhaust manifold (3) is produced through welding. 15

6. Aftachment connection (1) according to claim 1,
wherein at least one of the hose line (2) or the exhaust mani-
fold (3) has, in an overlapping region of these two compo-
nents, a joint surface inclined relative to a joint surface of the
other corresponding component. 20

7. Attachment connector (1) according to claim 1, wherein
the attachment part is formed of cast iron.

8. Attachment connector (1) according to claim 1, wherein
the nickel content is at least 25-30%.

#* #* #* #* #* 25



